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SPECIFICATION 

TITLE OF INVENTION 

Robust diameter-controlled optical fiber during optical fiber drawing process 

This application is related to the provision Patent Application No. 60/250,962 with a filing date 
of December 4, 2000. 

CROSS-REFERENCE TO RELATED APPLICATIONS 
Not Applicable 

STATEMENT REGARDING FEDERALLY SPONSORED RESEARCH OR 
DEVELOPMENT 
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REFERENCE TO SEQUENCE USTING, A TABLE, OR A COMPUTER PROGRAM 
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Robust diameter-controlled optical fiber during optical fiber drawing process No. 60/250,962 Dr. Sheag-Guu Wang 
BACKGROUND OF THE INVENTION 

1. Field of the Invention 

0001 The present invention relates to optical fibers and a process for optical fiber drawing. 

2. Description qf the Related Art 

0002 Optical fiber drawing process is an important period of optical fiber manufacturing. 

0003 A conventional drawing process of optical fiber is as follows. A completed preform is fed 
slowly into a furnace where the preform end is heated to about 2000°C and soften. The soften 
glass forms a globule falling down from the furnace, through the other stages of the drawing 
process and onto a take-up spool. The stages thereof are outer diameter measurement, fiber 
cooling stage, fiber coating stage, coating concentrily measurement, curing stage, coating 
diameter measurement, fiber drawing capstans, proof test and winding on take-up spool. The 
feeding speed depends on the furnace design, preform diameter and draw speed. The optical fiber 
which has just left the furnace and is remaining intact is called "bare fiber". Usually, the required 
fiber diameter is controlled by varying the fiber draw speed while keeping furnace temperature 
and preform feeding speed constant. This is accomplished by monitoring the fiber diameter 
immediately as it comes out of the furnace by using one of several types of non-contacting 
methods, such as laser light scattering (James J. Refi, Fiber optic Cable -A Light Guide). Then, 
the controller uses this output signal of diameter measurement to automatically adjust the speed 
of the drawing capstans to obtain the correct output diameter. 

0004 The fiber cools down after leaving the diameter monitor. There may be a cooling device 
or just a natural cooling stage. Then, it has a protective plastic coating applied in order to 
preserve strength, to isolate itself from external force and to avoid microbending losses. There 
are two coating stages; one inner soft primary coating and another outer hard secondary coating. 
After coating applicator, a monitor measures concentricity which is another important 
specification. Then, the fiber passes a curing furnace/lamp. After coating and curing stages, a 
second diameter monitor is used to measure coated fiber diameter, i.e., to provide coating 
diameter measurement. 
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0005 Next stage after coating and curing is to pull fiber on to a take-up spool. The fiber passes 
drawing capstans and wounded on to a take-up spool. There is a proof test, which may be an on- 
line test before the fiber is placed on the spool or an off-line test after the fiber is placed on the 
spool. The teat may include a strength and tension test. In this fiber take-up stage, winding 
tension is kept low and the drum's surface is wrapped with a soft foam to cushion the fiber from 
the drum's surface in order to minimize the effect of added microbending losses. Refer to Fig. 1 1 
to show this conventional drawing process (James J. Refi, Fiber optic Cable -A Light Guide). 

0006 It is known to employ a control method in which variations in the external diameter of the 
optical fiber arc fed back to a pulling capstan. FIG. 1 1 (Prior Art) is a schematic diagram of a 
conventional drawing apparatus utilizing such a control method. An optical fiber preform 2 is 
melted in a heating furnace 3, pulled by a capstan 13, and formed into an optical fiber 5. The 
external diameter of the optical fiber 5 is measured by an external diameter measuring instrument 
20 which is located just downstream of the heating furnace 3. Thereafter, the optical fiber 5 is 
coated with a resin by a coating unit 6, and then pulled through a resin curing furnace 9. 

0007 The external diameter measurements from the external diameter measuring instrument 20 
are fed back to the control system of the pulling rate of the pulling capstan 13 so that the optical 
fiber has a consistent, predetermined external diameter (normally 1 25 \im). 

0008 A diameter of the bare fiber is measured by a measuring device 20 before the coating 
steps 6 and 9, whereby conditions during the drawing are controlled so that the outer diameter of 
the fiber 5 is to be a preselected one, 

0009 A position at which the diameter measuring device is disposed has not been thought to be 
critical, and the device is usually located immediately below the drawing furnace as shown in 
Japanese Patent Kokai Publication No. 295260/1986. 

0010 The main reason to locate the measuring device close to the furnace is to reduce the time 
lag and to increase a control gain when fluctuation in the diameter of the optical fiber has to be 
suppressed by controlling a drawing rate depending on an output signal from this measuring 
device. 
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001 1 If there is anything to limit the position of the measuring device, it has been that the 
measuring device should not be directly subjected to a strong radiation light from a lower portion 
of the furnace 3 to avoid being heated to a remarkably high temperature, i.e., located at a safe 
place. 

00 1 2 Thus, as mentioned in US Patent 5073 179/1 99 1 , in the conventional production of the 
optical fiber, usually a distance between the outer diameter measuring device 20 and the coating 
die 6 is longer than that between the drawing furnace 3 and the measuring device 20, or a forced 
cooling device is disposed between the measuring device 20 and the coating die 6 in order to 
achieve a better resin coating. 

0013 It has been noticed that the drawing rate of the optical fiber in drawing process is 
remarkably increased from a conventional drawing rate with the order of 100 m/min and it is 
reported that, in an experimental scale, a rate of 1000 m/min has been realized. When such a 
high drawing rate is employed in the conventional process in which the measuring device is 
located immediately below the furnace, it has been found that the outer diameter of the finished 
optical fiber is extremely smaller than the diameter which is measured with the measuring device 
20. In order to meet an accuracy requirement in optical fiber diameter, US Patent 5073 1 79/1991 
proposes a modified fiber drawing process (see Fig. 10 Pre Art) wherein an outer diameter of the 
optical fiber 5 on which no coating has been provided is measured at position 30 at which 
shrinkage of the outer diameter of the optical fiber, while stretched, is not larger than 0.5% 
preferably 0,5 to 0.3% and drawing conditions are controlled with a deviation of a measured 
diameter at position 30 from a preselected outer diameter. 

0014 As used herein, the term "shrinkage" is intended to mean a ratio of difference in 
diameters between the optical fiber at the measuring position and the optical fiber once it has 
finished shrinking. 

00 1 5 For example, the accuracy of the diameter of a quartz base optical fiber is usually 
required to be in 1 25\lm ±l\im. Taking account into an accuracy of the measuring device itself 
and the fluctuation in the diameter of the optical fiber during the production, a deviation of the 
measured diameter with the measuring device from a true diameter of the finished fiber should 
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be not larger than 0.5% of the outer diameter of the finished fiber. Thus, a desirable process has 
been developed with a goal to reach the deviation of 0.5% or less in US Patent 5,073,179/1 991. 

0016 The position at which the measuring device 30 is disposed is determined on the basis of 
the estimation of the fiber temperature according to the following equation (1 ) and experiments: 

T(Z) =T(0) + (T(S)-T(0))e- aZ/v < F > (1) 

where T(0) is a room temperature ( D C), T(S) is a temperature (°C) of an optical fiber 
immediately after leaving a furnace, Z (m) is a distance from an outlet of the furnace to a 
position at which an outer diameter of the optical fiber is measured, V(F) is a drawing rate (or 
linear velocity) (m/min) and "a" is a constant determined with the diameter, a specific heat of the 
optical fiber and a thermal conductivity between the optical fiber and an atmosphere. 

0017 For the experiments, first, the difference between the measured outer diameter at position 
30 in FIG. 10 and the true one is obtained with varying the position of the measuring device. 
Then, a relation between the difference and the measuring position 30 is established. Finally, the 
position 30 is determined at which the difference is less than 0.5%. Thus, the measuring device 
can be located at that position 30 and an optical fiber having a better accuracy is produced It 
provides a better results comparing with early conventional method. However, it may not 
robustly maintain a high accuracy due to many disturbance factors, perturbations, and 
environment changes, as well as drawing speed level changes mentioned in the following 
paragraph. 

0018 It also takes time to detect the outer diameter of the fiber which is under increase in its 
diameter in the case of small drawing rate, whereby a time lag arises in the control. When the 
drawing rate is small, detection of the outer diameter is carried out with the measuring device at 
one location 31 nearer to the furnace and when the rate is increased, the detection is carried out 
with the measuring device at another location 32 below the former location. Alternatively, only 
one measuring device is used which can move along the optical fiber depending on the drawing 
rate. It was described in US Patent 5,073,179/1991 . 
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00 J 9 Further, a forced cooling device for the optical fiber is provided between the furnace and 
the outer diameter measuring device, whereby the distance between them can be shortened. In 
this case, the diameter of the optical fiber is also measured at a position 30 at which the 
shrinkage of the outer diameter is not larger than 0.5%. When the drawing rate is largely exceeds 
300 m/min, such a construction is especially suitable since large scaling of the apparatus can be 
avoided and a prompt response can be obtained, 

0020 As described above, the absolute value of the outer diameter of the optica] fiber which 
has been shrunk is measured within a preselected shrinkage range 0.5%, whereby the optical 
fiber with better accuracy in its size is produced. However, it is noticed that the diameter of the 
optical fiber is still not robustly controlled. 

002 1 However, furthermore, from equation ( 1 ), it is noticed that the faster the drawing speed 
V(F) is, the higher the temperature of the optical fiber at a fixed position Z is. It is also noticed 
that when the drawing speed increases, i.e., from 100 m/min to 300 m/min, the position for the 
outer diameter measuring device is changed in this method. 

0022 Thus, necessary adjustment is needed to find the position at which the measuring device 
is disposed within the preselected shrinkage range 0.5%. 

0023 US Patent 3443610/1995 recognizes that the first measurement of the fiber diameter 
made on bare fiber in the region of the preform root, i.e., below the furnace, using an interference 
technique is not sufficient for a good control for the fiber diameter in view of error due to the 
fluctuation in the root with tractor speed. Different from US Patent 5073179 moving the 
diameter measuring device further from the furnace as the speed increased. US Patent 5443610 
suggests to combine this first measured signal together with a second diameter measurement of a 
coated fiber after coating device into an overall control signal for drawing speed control in order 
to reduce the effect of such error on the overall control signal. However, it is still lack of a high 
accuracy measurement of the finished bare fiber diameter in both US Patents 5443610 and 
5073179. 
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0024 It is noticed that when the external diameter of the optical fiber varies due the presence of 
contaminants, such as microscopic particulate matter, the variation in external diameter is 
detected by the external diameter measuring device. 

0025 However, if bubbles or the like remain in the optical fiber preform Over some length as it 
is drawn, the pulling rate of the pulling capstan 13 is suitably altered to maintain a consistent 
external diameter of the optical fiber 5. Accordingly, the external diameter measuring instrument 
20 cannot detect irregular portions of the optical fiber 5. However, the bubbles may collapse 
when the optical fiber is drawn, even though the external diameter is controlled. Consequently, 
the core of the optical fiber deforms and causes increased transmission loss. US Patent 
5,449,393/1995 uses a feedback control based on detecting irregular ratio of pulling rate to a 
predetermined time period, 

0026 To reduce a lag, the measurement device 20 is located immediately below the furnace; 
while to reduce the inaccuracy of outer diameter due to a shrinkage, the measurement device 30 
is located within a shrinkage range of 0.5% with an estimate or experiments in US Patent 
5073179. 

0027 In response to a hot market demand, the fiber drawing process becomes a high speed 
process to make high productivity. The preform becomes larger and larger and the drawing speed 
of the optical fiber in the drawing process becomes faster and faster. When preform becomes 
larger and larger, a unit deviation of the diameter of a preform from the preselected diameter will 
bring a larger area deviation and further a larger mass deviation of. the preform from the 
preselected form. 

0028 Due to many physical and chemical factors, and environment changes, the preforms have 
fluctuations in their outer diameters within one preform and among different preforms. Thus, the 
diameters of various performs and the diameters of one perform at different locations are not 
uniform. 

0029 It is known that two major ori gi ns of fiber diameter fluctuation are temperature 
fluctuation of the furnace and the preform outer diameter fluctuation. The former origin usually 
causes short term fluctuation and the latter usually causes long term fluctuation of the fiber 
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diameter fluctuation, TTius, it is important to know the preform diameter for the capstan drawing 
speed control and the preform feeding mechanism control in the drawing process control system 
in order to get a perfect diameter for the bare fiber. However, there are no preform diameter 
measurement step and its device during the conventional optical fiber drawing processes 
currently. 

0030 Li order to compromise the reduction of the time lag and the accurate measurement of the 
fiber outer diameter, conventional methods set the outer diameter measurement of the bare fiber 
cither near the furnace, or within the 0.5% shrinkage range, or at an adjustable position keeping 
the shrinkage range but as near the furnace as possible for the different drawing speeds. 

003 1 It is still critical to find a novel method to solve both the measurement lag problem and 
the shrinkage problem. In other words, conventional methods must be at the sacrifice of cither 
accurate measurement or prompt reaction due to only one outer diameter monitor 20 or 30 for the 
bare fiber 5. 

0032 Furthermore, it should be noticed that no convention method intends to monitor a 
finished bare fiber diameter which is really an important specification, e.g., 123Mm, before the 
coating step. However, in order to control exact outer diameter of the bare fiber with the highest 
accuracy, it is not only important but also necessary from the viewpoint of control system to 
measure the final outer diameter of the bare fiber on-line for generating feedback signals to the 
whole control system. 

0033 As the requirements for accuracy in optical fiber diameter increase and the minimization 
of fluctuation in that diameter become critical as the result of the connection between fibers 
becoming better, development of a process which improves the accuracy of the outer diameter of 
the optical fiber is highly desired. Li view of the material fluctuation, perturbations of preforms, 
disturbances in the furnace, and environment changes, the optical fiber needs a robust optical 
fiber drawing process control to produce robust diameter-controlled optical fiber. 

0034 In all, current conventional fiber drawing processes are lack of robust control for the fiber 
diameter. 



8 



SVd T6TTE^2TAST6 01 BZZ9 ZP£ 6T6a6£TD-Wd T0£ 9(319 WHI &=} ST:0T PQ « £0 NOT 



OMIrtfss-UHu) NOIlWnO i 8&8 CtS 616-Q1S3 1 » K/C"£DCJ3 a 01dSn'SAS i NUHBflfefl W3)Sfi3l WV OSW IV QA3N » WEI 30Vd 



Robust diameter-controlled optical fiber during optical fiber drawing process No , 60/250,962 Dr. Sheng-Guo Wang 
BRIEF SUMMARY OF THE INVENTION 

0035 It is an objective of this present invention to provide a highly robust diameter-controlled 
optical fiber. 

0036 Further, it is an object of the present invention to provide a drawing process for 
producing an optical fiber in which a high accuracy of an absolute value of an optical fiber 
diameter is ensured. Especially, a deviation of a measured outer diameter with a diameter 
measuring device from a true diameter of a finished optical fiber can be minimized, which is 
much smaller than that as obtained in the conventional processes. 

0037 It is found that an outer diameter measurement at a safe position just immediately above 
the coating device provides not only an exact on-line measurement for the outer diameter of the 
finished bare fiber, but also an important feedback signal for drawing process control to adjust its 
capstan speed because the finished bare fiber diameter is a required control variable and an 
important required specification. The position for this measurement does not need any 
adjustment for different drawing speeds. Thus, it avoids shrinkage ratio calculation and 
experiments for searching a suitable position to locate this outer diameter monitor. Only 
consideration needed for the monitor position is that it is nearest to mating device and safe for 
the monitor. Finally, this measurement provides the highest accurate outer diameter 
measurement of the finished bare fiber among any possible measurements above the coating 
device. It mmirnizes the difference between the measurement and the exact/true outer diameter 
of the finished bare fiber. 

0038 In control viewpoint, it is necessary to measure the final outer diameter of the bare fiber 
in order to control exact outer diameter of the bare fiber, and then to use the deviation of this 
exact bare fiber diameter from the preset diameter for feedback control. It means that a 
measurement should locate at a position just before the coating step. However, no current 
conventional methods have mentioned this way for the outer diameter measurement of the bare 
fiber. 

0039 In order to solve the time lag problem and the highest accurate measurement requirement 
for optical fiber, the present invention keeps a conventional outer diameter measurement at a safe 
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position just immediately below the furnace. The reason for this measurement is that this 
measurement has the smallest time lag among any possible measurements below the furnace in 
order to use this measurement signal for the fiber drawing process control in face of the 
temperature fluctuation, the humidity fluctuation and dust particles in the furnace. 

0040 The present invention has a. new outer diameter measurement of the preform at a position 
before the melting step in the furnace, usually at a safe position just immediately above the 
furnace. As the preform becomes larger and larger, this measurement becomes much more 
important to robustly control optical fiber diameter accuracy, especially, in view of that the 
preform outer diameter fluctuation is one major origin of fiber diameter fluctuation. 

0041 This new preform outer diameter monitor provides useful information of the preform 
diameters not only regarding the fluctuation of preform outer diameter but also regarding the end 
shape of the preform for the fiber drawing speed control and the preform feed mechanism control 
during the optica] fiber drawing process. 

0042 In the present invention, the measurement signals from the preform outer diameter, the 
bare fiber diameter just leaving the furnace and the finished bare fiber diameter just before 
coating are fed back to the optical fiber drawing process control system to robustly control the 
drawing speed of the capstan and the feed speed of the preform feed mechanism. 

0043 According to the present invention, there is provided a drawing process for producing an 
optical fiber which comprises drawing the optical fiber from an outer diameter monitored 
preform therefor under tension to form the optical fiber while heating and melting the preform, 
wherein the outer diameter of the optical fiber on which no coating has been provided is 
measured at two different process positions, one of which is at a safe position immediately below 
the furnace and another of which is at a safe position immediately above the coating device 
where the bare fiber is finished, and drawing conditions are robustly controlled based on the 
measurement data from all these measurement instruments. 

0044 In the present invention, one choice of control law can be, but not limited to, based on a 
deviation of a final measured diameter of the bare fiber coming into the coating step from the 
specified outer diameter, a deviation of a measured diameter of the bare fiber leaving from the 
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furnace from a preselected outer diameter, and a deviation of a measured outer diameter of the 
preform coming into the furnace from a preselected outer diameter. It may also be based on the 
fluctuation data from the current measurements in the above-mentioned diameter measurement 
monitors and the ones as certain period measurement history data. 

0045 In one preferred embodiment of the present invention, a temperature of the optical fiber 
at the measuring position of the outer diameter of the bare fiber which is just above the coating 
device is much lower than the glass softening point of the material of the optical fiber. 

0046 In another preferred embodiment of the present invention, a drawing rate (or linear 
velocity) from the preform U varied depending on the deviations in order to control the outer 
diameter of the optical fiber. 

0047 Variations of the present invention can include a combination of any partial invention in 
the present invention and any current conventional optical fiber drawing method or any mixture 
of current conventional optical fiber drawing method. 

0048 When twice outer diameter measurements are selected between the drawing furnace and 
the coating device, the first measurement device can be located at a safe position immediately 
after the furnace, and the second measurement device can be located at a safe position immediate 
above the coating device. When one outer diameter measurement is selected between the 
furnace and coating device, the measurement device may be located at an adjustable position, ■ 
either at a position immediately before the coating step, or at a position at which shrinkage of the 
outer diameter of the optical fiber, while stretched, is not larger than the bare fiber diameter 
accuracy requirement, or at a safe position immediately below the drawing furnace. 

0049 This present invention includes a control for optical fiber drawing process based on the 
all or partial above-mentioned measurement data and/or the all or partial conventional 
measurement data, e.g., from an outer diameter measurement device located at a position at 
which shrinkage of the outer diameter of the optical fiber, while stretched, is not larger than 
0,5% preferably 0.5 to 0.3%, or from an outer diameter measurement device located immediately 
below the furnace, during the optical fiber drawing process. Thus, it is a kind of robust control 
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in face of fluctuations of the preform outer diameters and fluctuation of the bare fiber outer 
diameters due to various factors including the furnace temperature fluctuation, 

0050 The present invention provides a very high quality of optical fiber with robustly 
controlled diameter of the optical fiber with very high diameter accuracy. 

005 1 This present invention can also improve the strength of the optical fiber in view of a 
robustly controlled diameter of the optical fiber and robustly smooth drawing process due to the 
contribution to the control system from the above-mentioned invented on-line outer diameter 
measurements of the bare fiber and the preform. 
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